The John Roberts Company

MName of facility

Name of parent company {if any)

92687 Ecist River Road

Sireet address

Street address (continued)

Minneapolis, MN 55433
City/Stote/lip code

Give us information about your contact person for the
National Environmental Achievement Track Program.

Name Jefirey R. Adrian

Title  Director, Environment & Safety
Phone 612-754-4420 or 763-754-4420
Fax  6412-755-03%4 or 7463-7553-03%4

E-mail jeffadrian@johnroberis.com
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1 what do you do or make at your facility?

2 List the Standard Indusirial Classificaiion ($IC)
caode(s) or North American Indusirial
Classification System (NAICS} codes that you
use to classify business at your facility.

3 Does your company meet the Small Business
Adminisiration definifion of a small business for
your sectore

4 How many employees (full-time equivalents)
currenily work at your focility?

We are a commaercial printer of annual reports,
brochures, catalogs, calendars, limited edition art
prints, posters, books, direct mail pieces, and

promotional pieces,

SIC
2752

NAICS

B4 ves I No

L] Fewer than 50
[ 50-99

100-499

L] 500-1,000

[ More than 1,000

IR s,
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5 Does your facility have an EPA ID number(s) 2

if yes, list in the right-hand colurmn,

6 Identify the environmental requirements that
apply to your facility. Use the Environmental
Requirements Checklist, of the back of the
instructions, as a reference. List your
requirements to the right or enclose a
complefed Checklist with your application.

7 Check the appropriate box in the right-hand
column.

8 Optional: Is there anything else you would like to
fell us about your facility®

Fage 3

Yas [ No
MND 006 159 1#9 {hazardous waste)
55433-JHNRB-2487E (TRE no lenger a reporter)

NESHAPS {40CFR 61)

Permits & Registration of Air Sources
Control of VOCs

Visible Emission Standard

HazWaste (40CFR2461). characteristic hw
Generafor Standards (40CFR242)
Reportable Quantities (40CFR302)
Right-To-Know (29CFR1210.1200)
Community Right-To-Know (40CFR350-372

I've listed the requirements above,

[ I've enclosed the Checklist with my
application.

Flease see the attached materials:

1. Recent Tracer Newsletter (see flogged page)
2. EPA case Study #1 for DIE

3. Summary of environmental accomplisments

Flease see our Website's Environmental and News
Pages: «www.johnroberts.com>

tion for the National En-\;z'ronmenm! Achievement Track
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1 Check yes if your EMS meets the requirements
for each element below as defined in the
instructions.

. Environmental ;;:oli(:y

b. Planning

c. Implementation ond operation
d. Checking and corrective action
€. Management review

2 Have you completed at least one EMS cycle
(plan-do-check-aci)2

3 Did this cycle include both an EMS and o

complionce
audite

4 Have you completed an objective self-
assessment or
third-party assessment of your EMS?2

If yes, what method of EMS gssessment did you
use?

Yas
B ves
B4 ves
Yes
B Yes

Yes

Yes

Yes

X Self-assessment

1 GEMI [ Other

1 CEMP Internal, periodic, ongoing

Third-party assessment

[ 180 14001 Certification

B Other Printing Ind

Poge 4
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1 Describe your past achievements for at least two
environmental aspects. If you need more space than is
provided, attach copies of this page.

Note to small facilities: If you qualify as a small facility as
defined in the instructions, you are required to report past
achievement for at least one environmental aspect.

First aspect you've se!ecféd

What aspect have What was the previous level
you selected? {2 years ago)®

Quantity Units
Solid waste reduction through 4,307 tons fons
increased recyeling recycled

i. Howis the current level an improvement over the
previous levels

thf is the current lavel?

Quantity Units
6121 fons fons
recycled

By steadily increasing our recycling efforts, we have minimized matetials disposed of as solid
waste and increqsed the amount of materials we have been able to recycle. Since 1997, we
have improved the ratio of frash-to-recycled materals from 1:13.41in 1997 to 1:14.96 in 1999.

fi. How did you achieve this improvement?

We uiilized a combination of efforts. We regularly practice "dumipster diving” to continualy
idetify and remove materials that may be recycled. We carefully segregate paper tim waste
(@ normal part of printing) to prevent cross-confamination. We installed a new pneumatic trim
waste recovery and baling system fo improve capture of this waste siream.

Fage 5 ‘ Application for the National Environmental Achievement Track
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Second aspect you've selected

What aspect have
you selecied?

What was the previous level Whatis the current level?
{2 vears ago) e
Quantity Units

Air Emissions 2265

Quaniity Units
pounds 879 pounds

i, How is the current level an improvemeant over the
previous level?

This reprasents a 42% reduchion in total facility HAPs: between 1997 and 1999, Please see table
enclosed for details. :

ii. How did you achieve this improvement?

This recduction was accomplished by substitution of cleaning solvents and wetting agents 1o
products that have reduced levels of HAPs,

2 select at least four environmental aspects {no more than
two from any one category) from the Environmental
Performance Takle in the instructions and then tell us
about your fufure commitments. If you need more space
than is provided, attach copies of this sechion.

Note to small tacilities: If you are o small facility, you
are required to make commitments for at least two
environmental aspects in two different categoties.

First aspect you've selected

<. What is the aspect?

k. Is this aspect identified as significant in your
EMS?

<. What is the current level2 You may choose o
state
this as an absolute value or in terms of units of
production or outpuf.

Energy Use
B ves Ll No

Option A:

Absolute value 14,362 kwh
{Quantity/Units)
] Option B:
N terms of
units of production {Quaniity/Units)
or output

Application for the National Enviropmental Achievement Track
OME Approved No. 2010-0032



d. Whatis the improvement you are committing o
over the next three years? You may choose to
state ‘
this as an aksolute value orin fenms of units of
production or output.

e. How will you achieve this improvement?

Option A:

Absolute value 2,064 kwh
(Quantity/Units)
1 Option B:
I teremns of
units of production {Graantity /Units)
or output

Installation of a new twin screw , two stage air
compressor. This high efficiency unit will replace
two other compressors (one 20 years old, the other
10 years old) previously needed to power the
system. Along with this installation, the delivery
systam for comprassed air will be reviewed and
changes made to minimize pressure leaks.

Second aspect you've selected

Q. What is the aspecitz

b. |5 this aspect identified as significant in your
EMS?

. What is the current level2 You may choose o
state
this as an absolute value orin terms of units of
production or oufput,

d. What is the improvement you are commifting o
over the next three yedrs? You may choose to
state
this as an ghsolute value orin ferms of units of
production or output.

&. How will you achieve this improvement?

Fage 7

Water use

[ ves I No

B Option A:

Absolute value 157,680 ga/yr
{Quantity/Units)
] Option B:

In terms of

units of procduction

or output

B4 Option A
Absolute value

{Quantity/Units)

52,560 ga/yr
(Quantity/Units)
(] Option 8:

In terms of

units of production

or output

(Quantity /Units)

Raduction in wash-water usage for processing
graphic arts films will be accomplished with the
continued installation of new technology know as
direct-to-plate and the remaoval of film processing
equipment.

tion for the National Environmental Achievement Track
OMB Approved No, 2010-0032



Third aspect you've selected

o, What is the aspect?

b Is this cspect identified s significant in your
EMS? e

c. What is the current level? You may choose to
state
this as an absolute value orin terms of units of
production or output.

d. What is the improvement you are committing o
over the next three years? You may choose o
state
this as an gbsolute value orin terms of units of
production or output,

e. How will you achieve fhis improvemeni?

Total solid waste

O Yes K No

Bd Option A:
Absolute value 17,020 tosfyr
(Quantity/Units)
[T Option B:
In terms of
units of production (Quantity/Units)
ar output
Bd Option A:
Absolute value 2,200 tos/yr
{Quantity/Units)
L] Option B:
In ferms of
units of production [{Quantity/Units)
or output

We will reduce the use of fuel-blending of waste
prinfintg ik (non-harardous) through increased
recycling of this material. We will implemeant a new
procedure for separation by color, and working
with our in-house ink supplier, Ink Systems, Inc., will
recycle this ink for alternative printing uses (i.e.,
recycle to outside printers).

Fourth aspect you've selected

a. What is the aspect?

. Is this aspect identified as significant in your
EMS2

c. What is the current level? You may choose 1o
siate
this as an absolute value or in ferms of units of
production or output.

d. What is the improvement you are committing to
over the next three years? You may choose to
siate
this as an absolute value or in terms of units of
production or outpuf,

Habitat improvemeni

[ yes B No
K Option A:
Absolute volue 2 wetland areas
{Quantity/Units)
O Option B:
In terms of
units of production {Quantity/Units)
or output
B Option A:
Absolute value 2 welland areas
(Quantity/Units)
] Option B:
In ferms of
units of production (Quantity/Units)
or output

FPage &

Application for the National Ervironmental Ackievement Track
OMB Approved No. 2010-0032



e. How will you achieve this improvement?

We will plant native grasses boardering our naturcl
wetlands on the faciiity property and will instaill
wildlife habitals (bird and duck boxes). These steps
will better address precipatation runoff from facility
parking lots and caccess roadways by providing o
natural filter for waters entering these wellands.

Page 9
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I How do you identify and respond o community
concerns?

2 How do you inform cormmunity members of
important matters that affect them?

3 How will you make the Achievement Track
Annual Performance Report available to the
public?

CAA e

Qur employees are seen as our bast ambassactors
in the community. As such, we ga to considerable
lengihs fo keep them informed on envirpnmental
issues. We have an environmental contact person
available 1o respond o community Issues, And, we
hold periodic open houses,

Maostly, through three avenues. for our employees,
we use the Tracer newsletter and its environrmental
colurnn; far custorners and other interested parties,
we use our publication JR Notes: and, finally, we
utilize cur website's Environmental Page. We also
voluntarily submit audit results to the state agency
and are recognized as a Green Star 9 {audif)
facility.

B website www.johnroberis.com
[] Newspaper
Cipen Houses

[ other

Page 10
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4 Are there any ongoing citizen suits against your []Yes No
facility?

If yes, describe briefly in the right-hand column,

5 List references below

Organization Name Fhone number
gegg ﬁ??i{"ﬁ" of Minnesota Mike Harley 612-334-3388
Y unity, Environmental Initiative
Citizen Group
State/Local Regulafor

Minnesota Pollution Mr, Edward Mever 651-297-8365
Control Agency

Anoka County Human
Services Mr. Dan Disrud 7634227062

Other community/lacal

LEPC - Coon Rapids Mr, Jim Farmer 763-767-6471
reference

Fire Department

Page 11 Application for the National Environmental Achievement Track
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On behalf of The John Roberts Company
fmy facitity],

| cerify that

* | have read and agree to the ferms and conditions, as specified in the National Enviranmental
Achievement Track Program Description and in the Application insfructions;

* | have personally examined and am farmilior with the information contained in this Application
{ncluding, if attoched, the Environmental Requirements Checklist). The information contained
in this Application is, to the best of my knowledge and based on reasonable inguiry, true,
accurate, ond complete, and | have no reason to believe the facility would not meet all
program requirements;

+ My facility has an environmental management system [EMS), as defined in the Achievement
Track EMS requirements, including systems to maintain compliance with all applicable federal,
state, tribal, and local environmental requirements, in place at the facility, and the EMS wilt be
maintained for the duration of the facility's participation in the program:

+ My facility has conducted an objective assessment of its compliance with all applicable
federal, state, tribal, and local environmental requirements, and the facility has corected all
identified instances of potential or actual noncompliance:

+ Based on the foregoing compliance assessment and subseguent comrective actions {if any
were necessary), my facility is, to the best of my knowladge and based on reasonable inguiry,
currently in compliance with applicable federal, state, irbal, and local environmentat
requirements. '

| agree that EPA's decision whether to accept partficipants intfo or remove them from the National
Environmental Achievement Track is wholly discretionary, and | waive any right that may exist under any
JAow to challenge EPA's acceptance of removal decision.

 am the senicr facility manager and fully authorized to execute this statement on behalf of the
corperafion or other legal entity whose facility is applying to this program.

Signature/Dar w/k; O&h.fu.. &A@ﬂ‘ W, 20600
. !

Prinfed Name/Titte  Jeffrey R. Adrian
Director, Environment & Safety

Facility Name  The John Roberts Company
Facility Street Address 9687 East River Road
Minneapolis, MN 55433

Facility ID Nurmbers MND 004 152 149 (hazardous waste)
55433-JHNRB-9487E (TRl no longer a reporter)

mmmmi DS s espo i
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THE JOHN ROBERTS COMPANY :
9687 EAST RIVER ROAD ¢ MINNEAPOLIS, MINNESOTA 55433
[B812) 752-0000 = FAX [B12] 755-680/8 = DIRECT 754-4420

Jeffrey R. Adrian

Office of Enviranmertal Direstor

August 14, 2000

The Performance Track Information Center
c/o Industrial Economics Incorporated
2067 Massachusetts Avenue

Cambridge, MA 02140

Dear Sirs:

Enclosed, please find our application for US EPA Environmental Achievement Track
status.

Along with the completed application form, T have enclosed the following supporting
material:

« Summary of environmental accomplishments, Year 2000 recipient of the
Minnesota Environmental Initiative Award for Environmental Policy
Summary of HAPs Released { Aspect #2).

July/August 2000 Tracer newsletter, flagged for environmental news
EPA case Study #1, Design for the Environment (DfE) Printing project
Four Summaries of previously accomplished environmental projects

4 & & &

Please contact me with any questions you may have,

Kindest regards,

Jeffrey R. &drian

Director, Environment & Safety
The John Roberts Company



The John Roberts Company
Recipient of The 7t Annual Environmental Initiative Award
Environmental Policy

Company
The John Roberts Company

Location
Coon Rapids, MN

Business
Commercial printer, currently rated the 76 largest in
the country

Program

As an indusiry leader in environmental stewardship,
given hack to the community through participstion in
the EPA's lang-term efforts to make environmentat -
management cleaner, cheaper and smarter.

Results

The national development and the Minnesota piloting
of PrintSTEP, an alternative requlatory and petmitting
system for the printing industry.

Special Program Participation

1995-2000 Minnesota PrintSTEP Pilot Program
1995-1908 US EPA's Common Sense Inifiative
1985-1286 US EPA's Environmental L eadership Pilot
1985 US-Asia Environmental Partnership Program
1982-1956 US EPA's 33/50 Toxics Program

1882 US EPA's Design for the Environment

Awards

1999 William Schaeffer Environmental Award

1949 Minnesota Green Star Recognition

1998 Minnegasco Environmental Leadership Award’
1997 Minnesota Governar's Award for Excellence
1997 Minnesota Waste Wise Good Business Award
1997 Great Printers Recognition

1997 Minnesota Gresn Star Recognition

1896 Minnasota Waste Wise Leadership Award
1892 Minnesota Govemor's Award for Excellence

History

The John Roberis Company throughout the 1990's
has established its reputation as an industry leader in
responsible environmental stewardship. The company
has also contributed to several innovative partnership
programs with gther environmental stakeholders,

These efforts to improve environmental policy and

practices include:

+  Helping to establish the # rst industry-requlator
partriership between the printing industry and the
Minnesota Paliution Contral Agency to promote
voluntary environmental auditing

+ Participation in the US EPA's Design for the
Environment effort to find and promate cleaning
golvents less haemful to the envirormeant. The

company's success became the EPA's Case
Study Number One.

+  Suecessful participation in and completion of all
goals in the US EPA's 33/50 Toxic Reduction and
Elimination Program.

» Contributad to the development of the Minnesota

- Green Star Program for environmental auditing
and participation as a Green Star Member since
inception.

»  Encourage responsible print specification asan

~ otiging) and continuing Minnesota Great Printer.

Observation and Company Challenge

~ Observation: When regulatory an& permitting systems

are less than ideai, thera are many stakeholders that
find it easy to criticize.

Itis much kess common that people and companies
will commit the time and effort to offer zolutions.

Could the John Roberts Company make this kind of
commigment and actually have an effect on policy

nafionally?

Significance of Challenge Addressed

The current environmental regulation and perrmitting
system, developed over the past thirty some yaars, is
often unwieldy and difficultto manage, especially for
smaller and mid-sized businesses with more limited
fesources.



Often, in the past, when new environmental regulation
has been imposed by EPA, significant turmall results
with rmuch litigation between stakeholders,

In 1995, the EPA committed itself to axplore a new
multi-stakeholder effart, the Common Sense Initiative,
It was hoped that this consensus-based policy making

" effort would avoid the costly, time-consuming litigafion
experienced in the past.

Stated goals included developing aliernatives that
were cleaner, cheaper, and smarter,

Effectiveness in Qutcomes

After four years of development, the Printing Sactor
Subcommittee $o the Common Sense Initiative was

able to announce PrintSTER, the Printer's Simpiified
Total Environmental Partaership.

While it is early to determing outcomes, the concepts
inciuded in PrintSTEP are receiving such favorable
response that even before the pilots are completed,
elements are befng adapted and adopted throughout
the country.

Degree of Innovation

PrntSTEP madels a new alternative regulatory and
permitting system for printers that is multismedia in
scope, embraces reat community invalvement in a
meaningful way, and is cleaner, cheaper and smarter
for all stakeholders.

It should be noted that PrintSTEP doss not change
any existing environmental regulations. PrintSTEP
simplifies and consolidates these regulations for
graater management efficiency.

Most all the elements of PrintSTEP have been tried
and been well received in some venue in the country.
What PrintSTEPR doss bestis bring those elements
together into & cohesive whole where they can work
together in concett with one anather,

PrintSTEP will be plioted in three states, :ncludmg
Mlnnesota

Degree of Collaboration

In order to create PimSTEP, six separate stakehoider
groups had to come to consensus, These include:
federal and state regulators, requlated entities, labor,
environmental groups, and envirenmental Justlce
advacates,

Qut of this consensus, the PrintSTEP mode! emerged.

PrintSTEP provides three products:

+ A Plain Language Workbook, used by printers to
determine the environmendal Impact of their
operations and to create their facility's PrintSTEP
Agresrent, replacing multiple permits

+ A Community Handbook that helps communities
develop a working retationship with printers and
aducates the community about environmanial

“impacts of printing

+ A State Implemeritation Guide fo assist state
regulatory agencies in implementing PrintSTEP
in their own state

Minnesota Based Excellence

Now that the design phase of PrintSTEP has been
completed, the Sate of Minnesotz applied for and was
successful in obtaining a US EPA grant to pilot the
program in Minngsota.

in Minnesota, PrintSTEP will be piloted in Steamns and
Benton Counties,

Replicabilit

The Minnesata Folluticn Control Agency is eager to
pilot PAMSTER becauss it sees value in the program,
especially with the thought of replicaiing the concepts
in PrntSTEP in other industry sectors that pose a
greater concern from ervironmental impact.

Unlike typical environmental regulation that is imposed
from the top, the elements of the PrintSTEP program
are thought to be 50 good that all stakeholders will
simply demand that they have access fo them---a
hottom up, word-of-mouth approach to change that
gmbraces environmental stewardship.

Results for the John Roberts Companv

The John Roberts Company takes great pride in its
four years of participation int PrintSTEP davelopment
during the EPA's Common Sense Inffiative. it is
indeed unusual for a company of this size {o actually
make an impact on environmental policy.

The company is continuing its commitmant through iis
participation in Minnesota's PrintSTEP Pilot Program,
helping the Minnesota Pollution Control Agency to
implement the program by establishing Minnesota's
own multi-stakeholder greup in the pilat counties.
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Summary of Earlier Environmental Projects

The John Roberts Company
August 11, 2000

Following are a collection of previous environmental projects summarized for your
Teview:

VOC Reduction T {1990.1993)

The John Roberts Company, a commercial lithographic printer using both sheet
fed and heatset web technologies, wanted to build upon earlier successes in reducing the
amount of volatile organic compounds (VOCs) generated at its facility. In lithographic
printing, the major sources for emissions of VOCs are the cleaning solvents, printing
inks, and fountain solutions containing wetting agents. By addressing all of these sources
for potential VOC emissions, we believed that we could significantly reduce overall VOC
emissions from our facility. Such a reduction would be consistent with our company's
expressed environmental commitment to reduce pollution, it would improve community
air gquality and reduce emission fees assessed the company, and it would pro-actively
address Title V air permitting issues as well.

To accomplish our considerable goals, the company would invest in equipment,
establish new work practices, and substitute alternative chemistries wherever possible. As™
in our earlier successes, we firmly believe that the effectiveness of any change directly
correlates to the degree of emplovee involvement. Employvees need to understand both
why change 1s necessary, and what part they are to play in making that change happen.

Of the three major contributors for potential VOC emissions (identified above), in
1993, John Roberts Company had their greatest successes working with cleaning solvents
and fountain solutions. i

By building upon new work practices and the selection of low vapor pressure
solvent blends, both implemented in September of 1992, the use of cleaning solvents was
reduced in 1993 by 14.8%. In addition to fewer solvents betng purchased, our refined
solvent blend made possible 2 28.5% increase in recovery of spent solvent from soiled
shop towels. Taken together, these improvements allowed for fully 50% more captured
VOCs, approximately 13,000 pounds, that would otherwise escape to the atmosphere. A
simplified low vapor pressure solvent blend also has additional benefits. In the second
half of 1993, the company was able to close the recycling loop to its own facility. Instead
of fuel blending waste spent solvent as before, we now process by distillation these spent
solvents off site, recovering the solvent for re-use at our own facility. This eliminated
entirely the more than $24,000 annual cost for disposal via fuel blending for this waste
stream! _

Fountain solutions, essentially wetting agents, used in lithography traditionally
have incorporated the use of isopropyl alcohol. John Roberts Company eliminated the use
of alcohol in their fountain solutions several years ago, and has been working with
alternative chemistries. The challenge has been to make these alternatives perform in our
production, not an easy task. Through continued testing of various substitutes, we have
been able to reduce the VOC content of our fountain solution to less than 1.6%. This



compares very favorably with up to 15% VOC content of alcohol-based fountain
solutions. Additionally, with careful selection of alternatives, our experience has been
that we consume our fountain solution rather than have it "go bad”. The significance of
this fact is that we have eliminated much of the previous sewering of spent fountain
solutions, with a positive effect upon our water discharges.

All of our employees, as members of self-managed work teams, are directly aware
of the company's pollution prevention and waste minimization program. Each employee,
whether their team is involved with materials selection and purchase, development of
new work practices, or testing of new products, knows that they bear direct responsibility
for environmental stewardship. Helping them with technical considerations are members
of the Safety & Environmental Committee and the Environmental Director.

ENVIRONMENTAL ECONOMIC BENEFITS

The following reductions in emissions of volatile organic compounds (VOCs)
have resulted from our program. These figure compare emissions in 1992 with emissions
in 1993,

1992 VOC Emissions
Source Material Pou.nds of VOCs Air Emissions Recovered
Cleaning solvé}lts 76,729, 1bs. 41,434, lbs 29,929; Ibs.
fﬁuntain solutions 11,369. 1bs 11,369. Ibs. |
(Other sources 6,958. lbs
Total 59,761. 1bs

1993 VOC Emissions
ELQJALCLM@EHEIJ Pounds of VOCs Air Emissions Recovered
Cleaning solvents 60,062 Ibs. 13,960. Ibs 39,051, Ibs.
Fountain solutions 9685, 1bs 9,685, Ibs.
Other sources 6,484; Ibs.

Total 30,129 ths.

As you can see, total VOC reductions amounted to 14.82 TPY between 1992 and
1993. Because the recycling of all cleaning solvents and elimination of fuel blending was
not implemented until the later part of 1993, the projected annual savings, estimated to be
more than $24,000, through the elimination of fuel blending costs for the spent solvent
waste stream, were not fully realized until 1994, '



Minnesota S0-EPA 33/50 (1992-1993)

The John Roberts Company, a commercial lithographic printer using both sheet
fed and heatset web technologies, in 1992 made a commitment to participate in the
voluntary Minnesota 30 Project to significantly reduce or eliminate entirely any usage of
the seventeen targeted toxic chemicals. Such a reduction would be consistent with our
company's expressed environmental commitment to reduce all forms of pollution, it
would create a healthier work environment for our employees, it would improve
community air quality and reduce emission fees assessed the company, and it would pro-
actively address Title V air penmitting issues as well,

‘To accomplish our considerable goals, the company would invest in equipment,
establish new work practices, and substitute alternative chemistries wherever possible. As
in our earlier successes, we firmly believe that the effectiveness of any change directly
correlates to the degree of employee involvement. Employees need to understand both
why change is necessary, and what part they are to play in making that change happen.

At the John Roberts Company, there were four specific targeted toxic chemicals,
all associated with vartous cleaning solvents used to maintain printing presses. Those
chemicals were toluéne, 1,1,1 trichloroethane, methyl ethyl ketone (MEK), and methyl
1sobuty1 ketone (MIBK). Our goals were;

Reduce the use of toluene from 3,718 pounds used in 1992 to just 95 pounds
in 1993,
» Reduce the use of 1,1,1 trichloroethane from 7,623 pounds used in 1992 to a
total of 220 pounds used in 1993. All usage would cease by April 15, 1993.
+  Continue to reduce the use of methyl ethyl ketone (MEE.) to 100 pounds in
1993 from a high of 3,937 pounds used in 1988,

*  Completely eliminate methyl isobuty! ketone (MIBK) in 1993.

All of our employees, as members of self-managed work tearns, are directly aware
of the company's pollution prevention and waste minimization program. Each employee,
whether their team is involved with materials selection and purchase, development of
new work practices, or testing of new products, knows that they bear direct responsibility
for environmental stewardship. Helping them with technical considerations are members
of the Safety & Environmental Committee and the Environmental Director.

ENVIRONMENTAL ECONOMIC BENEFITS

The following reductions in usage of targeted toxic chemicals were achieved by
the John Roberts Company in 1993.

1993 Toxics Usage
Targeted Chemical Pounds Used in 1993
toluene 285 lbs.
1.1.1 trichloroethane 220 lbs.
methyl ethyl ketone (MEK) 114 bs.

methyl isobutyl ketone (MIBEK) 0 1bs.
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VOC Reduction 2 (1994-1995)

The John Roberts Company, a commercial lithographic printer using both sheet
fed and heatset web technologies, wanted to build upon earlier successes in reducing the
amount of volatile organic compounds (VOCs) generated at its facility. In high volume
web printing, one major source for emissions of VOCs are the heatset printing inks that
dry through the application of heat. Upgrading to the best available control technology
would reduce overall VOC emissions from our facility, and significantly conserve on our
natural gas consumption. Such a reduction would be consistent with our company's
expressed environmental commitment to minimize or eliminate all emissions, while
supporting our efforts to practice energy conservation, and improve air quality in our
community. The company would-also benefit from reduced emission fees assessed by
government and maximize operating flexibility under Title V air permitting protocols.

In the Fall of 1994, the company made the decision to invest five million dollars
in a new state-of-the-art heatset web printing press to be installed in mid-1995. This new
press would allow our business to meet the demands of market expansion. Heatset web
presses deliver printed materials at high speeds and large volumes, and so inks utilized on
this type of press dry by the application of heat in long dryers. The hot gases that resujt
are a potential significant source of volatile organic compounds {(VOCs), contributors to
poor air quality. These hot gases were captured and destroyed using catalytic oxidizers in
the company's previous three heatset web press installations.

Our options for the proposed new press would include: 1) installation of new air
emissions controls similar to our existing catalytic oxidizers for the other presses; 2) the
replacement of our existing catalytic oxidizers with a single catalytic oxidizer sized to
handle the air emissions from the combined presses; and, 3) replacement of our existing
catalytic oxidizers and installation of a thermal oxidizer sized to handle the air emissions
from the combined presses. ,

Many factors would be examined in determining the best choice for meeting the
requirements of air emissions control. Among these factors would be technical, political,
regulatory, and economic considerations. In evaluating our options, we would consider
operating efficiency, operating reliability, flexibility for company growth, perceived
community concerns, energy efficiency and conservation, future regulatory restrictions,
annual operating costs, capital expense, equipment service life, return on investment, cost
of money (financing), and consistency with expressed company policy on environmental
stewardship. : :

A team consisting of web press production personnel, the company's Director of
Manufacturing, the Environmental Director, and the Vice-President of Finance, along
with potential vendors would collect data, define and evaluate the proposed alternatives,
and select the most appropriate technology based upon the factors listed above.

The technology for air emissions control that was ultimately selected was Option
Three, replacement of existing catalytic oxidizers with best available control technology
in the form of a single thermal oxidizer serving all heatset web presses. Major factors that
lead to this decision included:

» Higher operating efficiency allows for 99.9% destruction of VOCs. Previous
destruction efficiency was 94%.



* Dependable operation with no concern for possible catalyst contamination.
Elimination of costly performance testing as a permit requirement.

» Elimination of odors. Catalysts, like those on automobiles, sometimes will
emit an odor. No odor complaints from residential neighbors!

* Confidence that best available control technology (BACT) will not soon need
expensive upgrading to comply with some future regulatory requirement.

* Best payback when thermal oxidizer service life expectancy is considered.

* Reduced energy consumption in the form of natural gas and electricity.
Thermal oxidizer (Option Three) would consume one-third the natural gas as
would have been consumed with the least costly capital investment.

* Cost-of-money economics determined that best available control technology
would cost the company only $3,000 more per year than the least expensive
capital investment would have cost.

» Consistency with the company's commitment to leadership in environmental
- stewardship. :

Implementation of the team's decision to install best available control technology
in the form of a single thermal oxidizer serving all heatset web presses was committed to
in December of 1994. Construction and start up of the thermal oxidizer was completed in
July 1995, with the new web press scheduled to be connected to the system in August.
‘The company’s net investment, including installation costs, amounts to approximately
$340,000 after sale of the previous catalytic equipment. Operating costs, mostly natural
gas, 1s expected to be approximately $24,000 per year. This compares very favorably
with the projected natural gas costs of $76,000 had the company selected the "least
expensive” option (Option One).

Additional benefits include the elimination of any possibility of odor. This was an
important factor to the company as a new homes with selling prices exceeding $300,000
were being sited just across the road from our facility.

The company realizes that its own employees are the best ambassadors to the
local community on issues such as the responsible environmental stewardship. Because
all our employees have been kept informed, and indeed had a hand in our decision to
install thermal technology, they are in the best position to share our environmental
success with the community.



Energy Conservation 1 (1993-1995)

The John Roberts Company, a commercial lithographic printer using both sheet
fed and heatset web technologies, in 1993 began a long-term commitment to finding
means of reducing the company's consumption of energy used in producing its products.
‘Two major areas for concentrated effort would be electric energy and natural gas, both
being essentially non-renewable energy forms.

In 1993, the company conducted an energy management analysis that identified
nineteen separate opportunities with varying payback periods and potential savings.
Some of these opportunities included relamping, occupancy sensors, motor replacements,
and changes in operational methods such as load shedding. Recognizing that immediate
implementation of all identified opportunities was impractical, the company has in turn
evaluated each opportunity available and plans to implement many of the suggestions
over a period of several years as technology and budgeting allows.

In 1994, John Roberts Company made the commitment to install a propane-based
secondary fuel system to supply standby fuel for its production operations, primarily web
press dryers. The company rationale was that instillation of a propane standby system
would be consistent with both lower fuel costs for the company, and greater efficiency of
delivery possible for our supplier of natural gas, especially in times of high demand. The
pending removal of the company's one remaining underground storage tank, now used for
fuel oil backup for boilers, was an additional benefit to be gained by the instillation of
this backup system.

In 1995, the company installed a state-of-the-art thermal oxidizer for controlling
air emissions from web press dryer exhaust. Though not required by the company's Air
Permit, this best available control technology not only destroys 99.9 percent of all
volatile organic compounds (VOCs), total natural gas usage for emissions control at the
facility was reduced to one-third the amount used previously, with savings exceeding
$50,000 annually. This natural gas usage reduction is possible (even though the thermal
oxidizers operate at higher temperatures than catalytic oxidizers) due to heat recovery
incorporated in the thermal oxidizer design. Additionally, considerable electrical energy
is saved with this system which uses a variable speed fan drive rather than a conventional
electric motor. The unit was selected with the future in mind: a planned building
expansion will also utilize heat from the thermal oxidizer for space heating.



Safety and Environment

by Jeff Adrian (The Toxic Waste Avenger)

Business Continuity Plan
In Development

You may never have thought of
this, but just exactly what would
the company do to restore its ability
to resume business in the event of
a catastrophe of some sort? When
you consider the number of families
dependent for their livelihood, such
a question is not altogether
irrelevant! .

Well you will be glad to know that
such an extensive plan is being
developed. As an extension of the
risk management already in place
for environmental and safety
issues, the company's environmen-
tal director is leading a multi-year
effort to put such a plan in place.
Beginning last Fall, and continuing
throughout all of this year, a writ-
ten plan will be completed by
December 10th, after which there
will be about six months of testing
and approval.

A comprehensive Business
Continuity Plan addresses ali every
critical business function and pro-
duction step, looking at eritical
equipment needed and the various
job dependencies between depart-
ments. What exists in the way of
computer backup? Where would we
temporarily relocate employees so
they could perform their work? How
would we stay in regulatory compli-
ance? What steps would be needed
to maintain our vital communica-
tions, both internally and with the
outside world (customers and sup-
pliers)? How would we replace pro-
duction equipment? Do we have
appropriate and enough insurance
to carry the company through a
erisig?

It is said that only about one-half
of one percent of all companies ever
have the need to implement a
Business Continuity Plan after a
crigis, and that is a good statistic.
But if your company is the one in
need, then it's 100% in need. Time

counts. This is not the time to begin -

looking through the Yellow Pages
for help.

Though the likelihood of actual
implementation is very small
indeed, just having a tested
Business Continuity Plan can be an
asset in itself. How, you might ask?

Well think of it this way, if you
were considering becoming a cus-
tomer of John Roberts Company,
you might look at such things as 3
ISO certification and performance, 'g
environmental stewardship prac-

tices, and safety records. You mlght )
as a prospectlve customer, also find ’*\‘

considerable comfort in knowing
that your supplier is prepared to
handle a production emergency.
After all, our customers depend
on us to meet their needs on time!

Support Ronald MecDonald
House

Brought up in the most recent
Safety & Environmental Committee
meeting was the suggestion that we
begin collecting soda pop can tabs
for a good cause.

The Ronald McDonald House pro-
gram offers families of seriously ill
children a temporary home in
which to stay during medical treat-
ment for their illness. During these
stressful times for the families,
having an affordable and comfort-
able "home" is very supporting
and welcome,

By collecting pop tops, you can
contribute to this worthwhile cause.
Recently, more than 35,000 pounds
of aluminum pop tops were con-
tributed by a car club, the dollar
value of the aluminum directly aid-
ing this fine cause.

By the time you read this, collec-
tion containers in the form of
miniature Ronald McDonald
Houses will be placed throughout
the facility for you convenience.
Please consider helping.

s T

REMEMBER

TO BRIGHTEN A
CO-WORKERS DAY
WITH A
“THANK YOU CARD!”
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MANAGING SOLVENTS
AND WIPES

elng responsive to the envirenmen!
Bmuurm lenrming new procedures and

using mew tools o doe the some jab
with lss hogard, Decislons about the pur-
chose of equipment and chemicals for press
ronms or other production processes depend
not only on cost, ovailability, and perfor-
raance, bt alse on whether environmantal
requirements con be mel. Meeting environ-
mental requirernents means wnderstunding
the cormparative buman and ecological
risks of the alternatives being considersd

This case study is brought to you
by the U.5, Envirenmenial Frotection
Agency's (EPA's) Design for the
Environment {DIE) program, Through
the IME program, government and indus-
try are working together to identify altee-
native products and processes that are
safer for the environment
This is the first in o serics ol cose

stuglics that EPA s developing te tllustrote
the DIE theme. This study describes a soc.
cessful poliution reduction progrom at the
[zhn Roberts Company in Minmeopolis,
Minneobo, Although the company did nos
hove aooess o risk and impoct informaotion,

--------------

Rl e
CASE STUDY 1
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the way b which it searched out safer alter-
rigtives illustrobes how printerss can achleve
sigiificant environmental resalls

In particular, this case study ilus-
Trates:
% How g selfaudin of selvents used in print-
ing operations led to the substitation of
more environmentally appropriote sohwents,
& How the wse of g centrifuge to extract sol-
vepts foom industrial wipers prior 1o loun-
dering resulted in reduced solvent in the
loundry’s wastewater,
» How this company saved money through
1ts efforts to wse sober salvents and reduce
wiashe,
The story of this compuny's cxperience, and
the steps it followed, show how problems
con become appartunilies and how enviren
mantal planning can be gooed for business,

Background

Thi Jobn Keberls Company 15 a
comrmercicl printer of annual reparts,
brrochures, catalogs, forms, limited edition
fire art primts, and divect mail picoes using
kath shest-fed affset and web offset ponting
processes, The compuny began 1o really
understand tts solvent use proctioes as o
result of i problem encountered by the
industiial laundry that washes the compa-
ny's pross wipers. The effluent from the
Izundry hod become a concern bo the ocal
reyulatory agency that oversees the sanitary
sewer system in the Minneopolis metropali.
EH] FR Lo

Understand
The Problem

The Jobhn Robens Company uses
beosid tuwels a5 wipers for press cleanup.
The company wis seoding its lepsed toweis

O B



i ey industrial loundry for cleaning,
aruel with them went o great deal of
ink and "spent” solvents. Ths pres-
erce af these solvents in the wipers
wigs creating a problem for the laun-
by arad for the local sanitary sewar
system that handles the effluent fan
the loundey. The twe major concems
were volatility and flammohbility.

T tocel regulatory agency
approached the irdustrial leundry
bevatese too moch solvent was being
wshed out of the towels, cousing
fhe vapars from the laurdny’s effiu-
ent to exceed the lower explosive
limit (LEL).

The loundry, in tum, gsked
15 emajor peinter custornars and o
trace associotion, the Printing
industry of Minnesota, Inc. (FIM}, o
work out o selution, There werns
incentives for both parties: the laun-
dry wonld be able to redain its st
ness, and the printers would be able
o continee using eased towels,

Consider
Possible Solutions

The juhn Boberts Company
decided to concentrate on two
main objectives; (1) to change the
reature of the solvent that was left
im the towels from cleaning presses,
atd (2) to reduce the welume of sol-
vent lefl in the towels.

Change
The Nature

OFf The Solvents

Finding An Alternative

Thee first st £ WS 10 eXarmle
thee nature of the solvents wsed to
clean the presses to see i o lees
volatile substitute cowld e wsed.
More Informaticon was neaded aboul
the tasks solvents must accomplish
ard the condittens under which these
solvents perforom.

A a result of thorough dis-
oussion with everyane invalved in the
process, the company prepared a list
of necessary solvent criteria:

® For washing press blaon-
kets, a solvent must work quickly e
cut ink, leawve the hlanket free of any
oily residue, and dry almost irmengedi-
ately. Time and the ability to get
back up to color quickly is critical
during a press ru.

# For cleaning the rmetal
parts of a press, a slower-working sol-
vint would be suitoble as o general
press wash.

# For cleaning the chaln of
ink rollers, o solvent thot o5 showe o
evaporate is needed. This solvent
must not flush off belore it hos gone
through the entlre sequence of rollers
or it will fuil o clean them
adequately,

» Cnoa lirmided bosis, o very
aggressive solvent is needed for
removing hordened ink that sorme.
times collects Qo the press.

Lex light of these criteria, the
company's At tosk wos 1o find o
blanket wash that halanced these
production needs with the environ-
mental neaeds of less volatility and
flomemability.

Press aperatons prefer sol
wents that flash off guickly and do
et require e lot of wiping or leave
behind an cily film. Unfortunately,
st selvents with these desirable

prropsTties also creoie problems for

tndusirial lawndries by exceeding the

LEL Jewil, When the John Roberts

Company audited its operations, it

dizcoversd that press cperators had

been using a highly wolotile solvent

called tvpe wosh as @ general, all-

purpose solvent, including for blan-

ket cleaning. This product was o

blend of acetone, wluene, methyl

ethyl ketone (MEK}, and isoprapyl

alcohol and contributes not only (o

in-plant wolatile organic compounds

VOCE) in the gir, but alse ta prob-

lems with the loundrr's effluent.
This solwant was rEver

intended for all-purpose use, but

wzing the sobvent had become a habit

that was hord to break. Becowse it

Mashed off so readily, no time was

lost by press personnel. [T was easy Lo

see why the solvent was so popuelar.
A5 e Comporny undg-

lyzed the product's proper-

Lies further, bowever, it

found that almost

one-hall the total

yolume of the

slvent wos

wisted It

simply evap

oroted before
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thee work could he ]:l-c'erh,lrrrll_ﬂ! The
woal wios (o find o substitiute solvent
that was better matched to the tasks
i1 weies 1o peclorm and that did not
substantially affect work procedurcs
or productivity,

Work Together
T'o Implement Changes

[t is imporant (o recognize
than 1 was not sulficient to simply
loek for o technical solution to the
problem. For success 1o be possible,
the support of upper managamernt
wis vital, as well as the cooperation
and understanding of press person-
ael. Moanagement gave 1ts suppact by
asauring plant personnel that learn-
ing to work with new solvents might
invodve somme procedunal changes
that could affect productivity slightly,
bt that small logses would not reflect
rirgatively on overall performance
evaluations, Inpul wos sought from
#uch press person and floor helper.
The reasons why it was necessany o
change sulvents and how the change
wias to b acoomplished were
explained o them,

The ratsing of awareness in
e effort to lind o substitute resulted
in q oeduction in the misuse of the
type wash solvent, Type wash usage
wink reduoed from 132 00 5 fifty-five.

gallon drums in the fsst year, The
company still wses type wash,
bt oy wheere its wse
con be justified. A
new replacement
sulrent, an ulira-
fast hlankei
winsh, wis
bletded espe
ciclly for the
COMpany
el per-
formed
well with
respect bo
sped and
lack of an
oily film.

SAVINGS

Cinly 38 fifty-five-gollon drums of this
new blanket wash were purchoased in
the first yeor. Tven after including
the purchase of the replacement sol-
vent, the John Roberts Company real-
ized o savings of more than $18,0040
in the first vear by chang-
ing salvents and using
them more pridentiy,
Mare impartantly, by
selecting a replacenent
salvent blengd with o lower
evaporation rate and by steictly limil-
ing the use of type wash, the contri-
bution of vapors from the john
Roberts Company 10 the laundnr's
effluent no longer exceeded the LEL
and was no longer a condem,

Make Additional
Improvements

[here were, however, some
lingering concerns with the naw sol-
vent, One ingredient in the new
blonket wosh was 1,11
trichloroethane (TCA), which gove
the blend some of its perfformance
characteristics, but is being phosed
ot because it is an ozone depleter
and a suspected health hazard, TCA
will soon be Borned by the Montreal
Protocol, an internaticnal treaty 1o
eliminate the manulacture of ozone
cepleters.

The company therefore con-
vimued i investigotion of altema-
tives, this ime with an emphasis an

reduction of fugitive VOU emissions,
It reformloted its blanket wash to o
less volatile press wash thol contains
no TCA, The company approached
ity search for o substitute with
reduced VOO smissions with the real-
ization thot vapor pressure plays an
impartant role. A solvent with o
iower vapor pressune will evaporate
less readily and will release less VOO
ernissions to the air. Therefore, when
the goal is reduction of Tugitive VOO
ernissions, volotility should be
considered.

Ecarly results from this
change show that bacause consider-
alply less salvent is lost to the air
through evaporation, the company is
purchasing four fewer drums of sol-
vent each month. However, fou
more drums of spent salvent are
rernaved from the rags and sant off-
site for fuel blending, In
spite of the casts 1o
mmcnifest and ship this
solvent, the company
still seaves 5100 per
month. [n addition, the
john Roberts Compony hos lower
fugitive emisstons and o healthicr
workploce,

Diring tracls for new solvent
Blends, the company's monagement
corne fo g critical realization: the
way in which a product is used is key
b its performance. The company
found that testing the saome product
ot differeni presses using different
crews produced widely varying
results, The success of the solvent
changes the company made wos due
largely 1o the development of o very
specific procedure for solvent wse,
which wos developed by the press
cperalors themselves.




Reduce
The Volume
{F Solvent

Thie second objective was o
e the wolume of solvents left in
the towels, With the kelp of its trode
associaton, the Printing Industry of
pdinnesota, lnc, (FIb), the company
began to explone ways o “wring out”
thue wipers,

The first slep was ta make
sure efforts o traln employees nof (o
dump exoess solvent in the pile of
used wipers had not ereded
Confident that trmining kad assured
theat the rags put in the wsed rag con-
paireer retgined the “minimum”
artcunt of solvent, the company
explored the use of o commercial
grade loundry centriluge (o sepa-
riate oul any remaining solvent,
The company wos surprised to learn
thot the “minlmum” amount of sol-
went retained in the wipers was much
e than ernginally thoughi,

Mow, before wipers are sent
ter the loundry, they are spun in o
safe, explosicn-preof centrifuge,
which extrocts between :-!];';;_ and
11.-'3 gallans of “spent” solvent for
every load of approximately 220
wiprs,
solvent over time, The secovered sol-
vienl is now reused throughout the
plant i a series af parts woshers to
clean press ink trays, instead of going
put with the loundry, and the spent
sodvent s then sent to o fuel Blender.
Rewse of this solvent eliminated the
purchose of more thun one druom o
wieek of virgin solvent for use in parts
washers throughowt the
plunt, The centrifugs
reCovery progrorm has
saved the company
more than 534,006 in
tie fivst year alone,
resulting in o guick pay-
back on the §15.000 contrifugs. The
cenirifuge hos also resulted in o size-
able reduction in the volwme of sol-
vond sent to the savar system. Using

[his amounts to quite o Jot of

centrifuge for this purpose might not
be allowed in all states, but other
opticns could be availoble.

The Design
For The
Environment
Approach

This case study described frow o
company systernatically assessed
a prablem, applied knowledge
poguired through that assessment
falong with the assistarnce of its
trade assoctation), and dealt with
the problem in ity condexd,

Tha result is o methouoloagy
that is uffordable, effective, readily
adaprable, and con be transferred (o
ather printers. Envirenmental bene-
fits demonstrated in this case study
inciude reduced fugitive air emis-
slons, less solvent discharged 1o the
waler systerm, and decrecsed Loxic
chemical purchases, Waste solvent is
being used for energy recovery. In
addition, the company has complate-
Iy eliminatad 1t wse of TCA, onad the
safety of ils work environment was
greatly improved,

The methadical evaluation
of a problem, leading to solutions
aimed ot reducing the creatiomn of
pollutants at their source, is what
EPAs Design for the Environment
program is seeking 1o encourage.
While this story illusttotes a method
fior evaluating aliernatives, the com
puany did not have acoess 10 impor
tant risk inlormation. The TME
Peinting Froject seeks o provide info
mation to industries and compoanics
(often through their trode gasacia-
tiuns) on the comparative risk and
performance af allernotive chemicals,
processes, and technologivs, 2o thol
printers ane abde te moke more
informed decisions. ERA will raxe This
infermation availoble in the fomm of o
“substtutes Assessment” fuler in 19953,

ke search for aiternative
chemicols and new echnologies
beging with today’s success. Assisling
in the search for ard evoluation of
alternatives 15 the goal of EPA"S TIE
progourn, With this case study and
others like i, we bope to illusioote the
aplication of this goal and the pur-
sult of contimwous improvement.

If you weould like more
information about the [ohn Roberts
Company's expenence, contact;

[eff Adrian

fehn Roherts Compny
0GET Tast River Roodl
Minneapehs, MM 55433
Telephone: §12-755-5500
Fox: 612-755-0394

if you have a sucoess stary 1o
shure, arnd would ke us 0o help
wiol publicize it

i

i you would like mone informa-
figr about the Design for the
Environrment progra, contact:

The Pollution MPrevention
Information Clearinghouses
ot the U5, ERA

Phone: 202-260-1023

Fox: 202-260-0178




